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(57) A case hardening steel having good grain 
coarsening prevention properties during carburization. 
The steel comprises, by weight, 0.1 to 0.4% C. 0.02 to 
1.3% Si. 0.3 to 1.8% Mn, 0.001 to 0.15% S, 0.015 to 
0.04% Al, 0.005 to 0.04% Nb. 0.006 to 0.020% N. one. 
two or more selected from 0.4 to 1.8% Cr, 0.02 to 1.0% 
Mo, 0.1 to 3.5% Ni, 0.03 to 0.5% V, and in which P is lim- 
ited to not more than 0.025%, Ti is limited to not more 
than 0.010%, and O is limited to not more than 
0.0025%, with the balance being iron and unavoidable 
impurities, the steel being characterized in that follow- 
ing hot rolling, the steel has a Nb(CN) precipitation 
amount of not less than 0.005% and an AIN precipita- 
tion amount that is limited to not more than 0.005%. 
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Description 

Technical Reld 

5 [0001 ] This invention relates to a case hardening steel having good grain coarsening properties during carburization, 
to a method for producing the steel, and to a blank material for carburized parts. 

Background Art 

10 [0002] Gear-wheels, bearing parts, rolling parts, shafts and constant velocity joint parts are normally manufactured 
by a process using medium-carbon steel alloy for mechanical structures prescribed by, for example. J IS G 4052, JIS G 
4104, JIS G 4105 and JIS G 4106 that is cold forged (including form rolling), machined to a specified shape and carbu- 
rization hardened. Because cold forging produces a good product surface layer and dimensional precision, and results 
in a better yield, with a lower manufacturing cost, than hot forging, there is an increasing trend for parts that were con- 

15 ventionally produced by hot forging to be produced by cold forging which, in recent years, has produced a pronounced 
increase in the focus on carburised parts manufactured by the cold forging - carburizing process. A major problem with 
carburized parts is reducing heat treatment strain. This is because a shaft that warps as a result of strain from heat 
treatment can no longer function as a shaft or in the case of gear-wheels or constant-velocity joint parts, high strain 
from heat treatment can cause noise and vtoration. The major factor in such heat-treatment induced strain is grain 

20 coarsening produced during the carburizing. In the prior art, grain coarsening has been suppressed by annealing after 
cold forging and before carburization hardening. With respect to this, in recent years there is a strong trend toward omit- 
ting the annealing as a way of reducing costs. Therefore, there has been a strong need for steel in which grain coars- 
ening does not occur even if the annealing is omitted. 

[0003] Bearing and rolling parts that have to take a high contact stress are subjected to deep carburisation. As deep 

25 carburization requires an extended period of time ranging from ten-plus hours to several tens of hours, it gives rise to 
another important issue, that of reducing the carburization time for the purpose of saving energy. One effective way of 
reducing the carburization time is to use a higher carburizing temperature. Carburization is normally performed at 
around 930°c. The problem with performing carburization at a higher temperature, in the range of 990 to 1090°C, is that 
it results in grain coarsening and a lack of the necessary material qualities, such as rolling fatigue characteristics and 

30 the like. Thus, there is a demand for case hardening steel that is suitable for high-temperature carburizing, that is, the 
grains of which are not coarsened by high-temperature carburizing. Many of the bearing and rolling parts that have to 
take a high contact stress are large parts that are normally manufactured by the steps of hot forging bar steel, heat 
treatment such as normalizing or the like, if required, machining, carburization hardening, and, if required, polishing. To 
suppress grain coarsening during carburizing, following the hot forging step, that is, when the parts are still blanks, it is 

55 necessary to optimize a material for suppressing the grain coarsening. 

[0004] For this, JP-A-56-75551 discloses steel for carburizing comprising steel containing specific amounts of Aland 
N that is heated to not less than 1200°C and then hot worked, whereby even after it has been carburized at 980°C for 
six hours it is able to maintain fine grains, with the core austenrte grains being fine grains having a grain size number of 
not less than six. However, the grain coarsening suppression ability of the steel is not stable and, depending on the 

40 process used to produce the steel, the steel may be unable to prevent grain coarsening during carburizing. 

[0005] JP-A-61 -261427 discloses a method of manufacturing steel for carburizing in which steel is used that contains 
specific amounts of Al and N, wherein after the steel has been heated to a temperature corresponding to the amounts 
of Al and N. then hot rolled at a finishing temperature of not more than 950°C, the precipitation amount of AIN is not 
more than 40 ppm and the ferrite grain size number is from 1 1 to 9. Again, however, the grain coarsening suppression 

45 ability of the steel is not stable and, depending on the process used to produce the steel, the steel may be unable to 
prevent grain coarsening during carburizing. 

[0006] JP-A-58-45354 discloses a case hardening steel containing specified amounts of At, Nb and N. Again, how- 
ever, the ability of the steel to suppress grain coarsening is not stable, so that in some cases grain coarsening is sup- 
pressed, and in other cases rt is not. Moreover, in the examples the steel is described as having a nitrogen content of 
so not less than 0.021%. K anything, that would have the effect of worsening the grain coarsening properties, making the 
steel susceptible to cracking and blemishes during the production process, in addition to which, because of the hard- 
ness, the material would have poor cold workability. 

[0007] Thus, the above methods are not able to stably suppress grain coarsening during carburization hardening, and 
therefore are not able to prevent strain and warping. With respect also to bearing and rolling parts that are subjected to 
55 high contact stresses, there are no examples in which such parts that have been subjected to deep carburizing by car- 
burizing at a high temperature exhibit adequate strength properties. That is. there are no prior examples of blank mate- 
rials for carburized parts or case hardening steel suitable for high-temperature carburization. 



2 



EP0 933 440A1 

Disclosure of the Invention 

[0008] An object of the present invention ts to provide case hardening steel with low heat-treatment strain having good 
grain coarsening prevention properties during carburization, a method of producing the steel, and, with respect to the 
5 production of carburized parts produced in the hot forging process, blank material for carburized parts that are able to 
prevent grain coarsening even during high-temperature carburizing and have adequate strength properties. 
[0009] To attain the above object, the present inventors investigated what the dominant factors in grain coarsening 
were, and clarified the following points. 

10 1 . Even though steels may have the same chemical composition, in some cases they may be able to suppress grain 
coarsening and in other cases they may not be able to: grain coarsening cannot be prevented just by limiting the 
chemical composition. An important factor, apart from the chemical composition, is the state of precipitation of car- 
bon'ttrides after the steel has been hot rolled or hot forged. 

2. A key to preventing grain coarsening during carburisation is, during carburization heating, to effect dispersion of 
is a large amount of fine AIN and Nb(CN) as pinning particles. 

3. To ensure a stable manifestation of the pinning effect of the Nb(CN) during carburization heating, the hot rolled 
or hot forged steel needs a prior fine precipitation of at least a given amount of Nb(CN). Moreover, if coarse AIN is 
precipitated orTiNor AI2O3 is present in the steel after the steel has been hot rolled or hot forged, it will form coarse 
Nb(CN) precipitation nuclei, impeding the fine precipitation of the Nb(CN). This being the case, it is necessary to 

20 keep the Ti content and O content as low as possible. 

4. To ensure a stable manifestation of the pinning effect of the AIN during carburization heating, in contrast to 
Nb(CN), it is necessary to minimize the AIN precipitation amount in the steel in the hot rolled or hot forged condition. 
This is an essential requirement for achieving fine precipitation of the Nb(CN). Moreover, any TIN or Al 2 03 that is 
present in the steel after the steel has been hot rolled or hot forged will form AIN precipitation nuclei, increasing the 

25 amount of AIN precipitation, so in this case, too, the Ti and O contents have to be minimized. 

5. Even if carbonitrides are controlled as described, any admixture of bainttic structure in the steel after hot rolling 
will promote grain coarsening during carburization heating. 

6. Moreover, grain coarsening will occur more readily during carburization heating if the fenrite grains in the steel 
following hot rolling are excessively fine. 

30 7. In order to minimize the AIN precipitation amount in the steel in the hot rolled condition, the steel has to be heated 
to a high temperature for the hot rolling. 

8. Prior fine precipitation of at least a given amount of Nb(CN) in the steel that has been hot rolled can be ensured 
by optimizing the hot rolling temperature and the cooling conditions used after the hot rolling. That is, the Nb(CN) 
is occluded in the matrix by heating the steel to a high temperature for the hot rolling, and after the steel has been 
55 hot rolled, the Nb(CN) can be finely dispersed in large amounts by cooling slowly in the Nb(CN) precipitation tem- 
perature region. 

[001 0] The present invention was achieved based on the above novel findings. The gist of the present invention is as 
follows. 

40 [001 1 ] The invention of claims 1 to 4 is, a case hardening steel having good grain coarsening prevention properties 
during carburization characterized in that said steel comprises, 
in mass%, 

0.1 to 0.4% C, 
45 0.02 to 1.3% Si, 

0.3 to 1.8% Mn, 

0.001 to 0.15% S. 

0.015 to 0.04% Al, 

0.005 to 0.04% Nb, 
so 0.006 to 0.020% N, 

one, two or more selected from 

0.4 to 1.8% Cr, 

0.02 to 1.0% Mo, 

0.1 to3.5%Ni, 
55 0.03 to 0.5% V, 

and in which 

P is limited to not more than 0.025%, 
Ti is limited to not more than 0.010%. and 
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0 is limited to not more than 0.0025%, 

with the balance being iron and unavoidable impurities, the steel, following hot rolling, having a Nb(CN) precipita- 
tion amount of not less than 0.005% and an AIN precipitation amount that is limited to not more than 0.005%, 
and that also, 

5 following hot rolling, the matrix of the steel contains not less than 20 particles/100 jim 2 , of Nb(CN) of a particle 
diameter of not more than 0.1 Jim, 
and that also, 

following hot rolling, the bain'rte structure fraction of the steel is limited to not bore than 30%, and that also, 
following hot rolling, the steel has a ferrrte grain size number of from 8 to 1 1. 

10 

[001 2] The invention of claims 5 to 7 is, a method of producing the above steel characterized in that the steel is heated 
to a temperature of not less than 1 1 50°C. maintained at that temperature for not less than 1 0 minutes, and hot rolled to 
form wire or bar steel, 
and that also, 

is 

after the steel is hot rolled the steel is slowly cooled between 800 and 500°C at a cooling rate of not more than 
1°C/s, 

and that also, 

the steel is hot rolled at a finishing temperature of 920 to 1000°C. 

20 

[0013] The invention of claims 8 and 9 is, a steel blank material for carburized parts having good grain coarsening 
prevention properties during carburization characterized in that said blank material comprises, by mass, 

0.1 to 0.40% C. 
25 0.02 to 1.3% Si, 

0.3 to 1.8% Mn, 

0.001 to 0.15% S, 

0.015 to 0.04% Al, 

0.005 to 0.04% Nb, 
so 0.006 to 0.020% N, 

one, two or more selected from 

0.4 to 1.8% Cr, 

0.02 to 1.0% Mo. 

0.1 to 3.5% Ni, 
ss 0.03 to 0.5% V, 

and in which 

P is limited to not more than 0.025%, 
Ti is limited to not more than 0.010%, and 
O is limited to not more than 0.0025%, 
40 with the balance being iron aid unavoidable impurities, the steel blank material, following hot forging, having a 
Nb(CN) precipitation amount of not less than 0.005% and an AIN precipitation amount that is limited to not more 
than 0.005%, 
and also that, 

following hot forging, the matrix of the steel contains not less than 20 particles/100 jim 2 of Nb(CN) of a particle 
45 diameter of not more than 0.1 jim. 

Brief Description of Drawings 

[0014] 

50 

Figure 1 is a diagram of an example of an analysts of the relationship between Ti amount and the grain coarsening 
temperature. 

Figure 2 is a diagram of an example of an analysis of the relationship between oxygen amount and the grain coars- 
ening temperature. 

55 Figure 3 is a diagram of an example of an analysis of the relationship between AIN precipitation amount and 
Nb(CN) precipitation amount after hot rolling and the grain coarsening temperature. 

Figure 4 is a diagram of an example of an analysis of the relationship between the number of fine grains of precip- 
itates of Nb(CN) after hot rolling and the grain coarsening temperature. 
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Figure 5 is a diagram of an analysis of the relationship between the bainrte structure fraction after hot rolling and 
the grain coarsening temperature. 

Figure 6 is a diagram of an analysis of the relationship between ferrite grain size number after hot rolling and the 
grain coarsening temperature. Best Mode for Carrying out the Invention 

5 

[001 5] Details of the present invention will now be described, starting with the reasons for the defined component lim- 
itations. 

[001 6] C is an effective element for giving the steel the necessary strength. However, the necessary tensile strength 
is not obtained if the amount of C is less than 0. 1 %, while an amount that exceeds 0.40% makes the steel hard, degrad- 
10 tng its cold workability, and the core toughness following carburization is also degraded. Therefore it is necessary to set 
the range to 0.1 to 0.40%. The preferred range is 0.1 to 0.35. 

[001 7] Si is an effective element for deoxidization of the steel, and is also effective for giving the steel the necessary 
strength and hardenabiltty and improving the resistance to temper softening. The effect will not be adequate if the Si 
content is less than 0.02%, while more than 1.3% Si tends to increase the hardness, degrading the cold forgeability. ft 
is is therefore necessary to specify a content range of 0.02 to 1 .3%. For steel that is to be cold worked, the preferred range 
is 0.02 to 0.5%, and more preferably 0.02 to 0.3%. When the emphasis is on cold forgeability, a range of 0.02 to 0.15% 
is desirable. 

[001 8] Also, Si is an effective element for increasing the grain boundary strength, and is effective for imparting a long 
service life to bearing and rolling parts by suppressing structural changes and degradation of materials arising in the 

20 course of rolling fatigue. For hot forged parts in which the emphasis is on high strength, a preferred Si content range is 
0.2 to 1 .3%. To obtain a particularly high rolling fatigue strength, it is desirable to use a range of 0.4 to 1 .3%. The effect 
that added Si has in imparting a long service life to bearing and rolling parts by suppressing structural changes and 
degradation of materials arising in the course of rolling fatigue is particularly pronounced when the retained austenite 
(usually referred to as "retained f) in the structure following carburization is around 30 to 40%. Carbontoiding is effec- 

25 tive for controlling the amount of retained y within this range. Suitable conditions to use are those resulting in a surface 
nitrogen concentration of 0.2 to 0.6%. In this case, during carburization, it is desirable to use a carbon potential of 0.9 
to 1.3%. 

[001 9] Mn is an effective element for deoxidization of the steel, and is also effective for giving the steel the necessary 
strength and hardenability. The effect will not be adequate H the Mn content is less than 0.3%, while more than 1.8% 
30 Mn will have a saturation effect and will also increase the hardness, degrading the cold forgeability. It is therefore nec- 
essary to specify a content range of 0.3 to 1 .8%, and preferably 0.5 to 1 .2%. When the emphasis is on cold workability, 
a range of 0.5 to 0.75% is desirable. 

[0020] S forms MnS in the steel, and is added to achieve the improvement in machinabirrty that MnS imparts. The 
effect will not be adequate if the S content is less than 0.001%. However, more than 0.15% will have a saturation effect. 
35 giving rise to segregation at grain boundaries and grain boundary embrittJement. It is therefore necessary to specify a 
content range of 0.001 to 0.15%, preferably 0.005 to 0.15%, and more preferably 0.005 to 0.04%. Because MnS 
degrades the rolling fatigue life of bearing and rolling parts, and therefore has to be minimized in steel for such applica- 
tions, in such a case it is desirable to use a content range of 0.001 to 0.01 %. 

[0021 ] During carburization heating Al bonds with N in the steel to form AIN, refining the grains, and it is also effective 
40 for suppressing grain coarsening. The effect will not be adequate if the Al content is less than 0.01 5%. However, more 
than 0.04% will coarsen AIN precipitates, making the Al unable to contribute to suppression of grain coarsening. The 
content range therefore is set at 0.01 5 to 0.04%, and preferably at 0.02 to 0.035%. 

[0022] During carburization heating 1Mb bonds with C and N in the steel to form Nb(C. N), refining the grains, and it is 
also effective for suppressing grain coarsening. The effect will not be adequate if the Nb content is less than 0.005%. 

45 However, more than 0.04% will harden the steel, degrading the cold workability, and coarsen Nb(C, N) precipitates, 
making the Nb unable to contribute to suppression of gain coarsening. The content range therefore is set at 0.005 to 
0.04%, and preferably at 0.01 to 0.03%. Also, in the steel and blank material for carburized parts of this invention, the 
invasion of carbon and nitrogen during the carburization heating reacts with the solid solution Nb, producing extensive 
precipitation of fine Nb(CN) in the carburized layer. In the case of bearing and rolling parts, this Nb(CN) contributes to 

so improving the rolling fatigue life of such parts. When the intention is to achieve a very long rolling fatigue life for such 
parts, it is effective to use a carbon potential during the carburization that is set on the high side, from 0.9 to 1.3%, or 
to use carbonrtriding. In carbonitriding nitriding takes place in the dispersion process following the carburizing. Suitable 
conditions to use are those resulting in a surface nitrogen concentration of 02 to 0.6%. 

[0023] N is added to achieve the grain refinement during carburizing resulting from the precipitation of AIN and Nb(C, 
55 N) and for suppressing grain coarsening. The effect will not be adequate if the N content is less than 0.006%, while 
more than 0.020% will have a saturation effect. Adding too much N will increase the hardness of the steel, degrading 
the cold workability and the rolling fatigue properties of the final product. For these reasons the content range is set at 
0.006 to 0.020%. and preferably at 0.009 to 0.020%. 
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[0024] Next, the reasons for the content limitations on the one, two or more selected from Cr, Mo, Ni and V contained 
in the 6teel of the invention will be explained. 

[0025] Cr is an effective element for imparting strength and hardenabiiity to the steel. With respect to bearing and 
rolling parts, it also increases the amount of retained y following carburizing and is effective for imparting a long service 

5 life to bearing and rolling parts by suppressing structural changes and degradation of materials arising during the 
course of rolling fatigue. The effect will not be adequate if the Cr content is less than 0.4%, while more than 1.8% Cr 
tends to increase the hardness, degrading the cold fbrgeability. For these reasons, it is necessary to set the content 
range at 0.4 to 1 .8%, preferably 0.7 to 1 .6%, and more preferably 0.7 to 1 .5%. The effect that added Cr has in imparting 
a long service life to bearing and rolling parts by suppressing structural changes and degradation of materials arising 

10 in the course of rolling fatigue is particularly pronounced when the amount of retained y in the structure following car- 
burization is around 25 to 40%. Carbonitriding is effective for controlling the amount of retained y within this range. Suit- 
able conditions to use are those resulting in a surface nitrogen concentration of 0.2 to 0.6% 
[0026] Mo is also an effective element for imparting strength and hardenabiiity to the steel and, with respect to bearing 
and rolling parts, it also increases the amount of retained y following carburizing and is effective for imparting a long 

15 service life to bearing and rolling parts by suppressing structural changes and degradation of materials arising in the 
course of rolling fatigue. The effect will not be adequate if the Mo content is less than 0.02%, while more than 1 .0% Mo 
tends to increase the hardness, degrading the cold fbrgeability. For these reasons, it is necessary to set the content 
range at 0.02 to 1 .0%, preferably at 0.02 to 0.5%, and more preferably at 0.02 to 0.4%. As in the case of Cr, the effect 
that added Mb has in imparting a long service life to bearing and rolling parts by suppressing structural changes and 

20 degradation of materials arising in the course of rolling fatigue is particularly pronounced when the amount of retained 
y in the structure following carburization is around 25 to 40%. 

[0027] Ni is another element that is effective for imparting strength and hardenabiiity to the steel. The effect will not 
be adequate if the Ni content is less than 0.1%, while more than 3.5% Mo tends to increase the hardness, degrading 
the cold fbrgeability. For these reasons, it is necessary to set the content range at 0.1 to 3.5%. and preferably at 0.4 to 
25 2.0%. 

[0028] V is another element that is effective for imparting strength and hardenabiiity to the steel. The effect will not be 
adequate if the V content is less than 0.03%, while more than 0.5% V tends to increase the hardness, degrading the 
cold fbrgeability. For these reasons, it is necessary to set the content range at 0.03 to 0.5%, and preferably at 0.07 to 
0.2%. 

so [0029] P degrades cold forgeabilrty by raising deformation resistance during cold forging and degrading the tough- 
ness, ft also results in grain boundary embrittlemerrt in parts subjected to quench-hardening and tempering, degrading 
the fatigue strength, so it is therefore desirable to minimize the P content For this reason, the content needs to be lim- 
ited to not more than 0.025%. and preferably to not more than 0.015%. 

[0030] In a high nitrogen steel such as the steel of this invention, Ti bonds with N in the steel to form TIN. TIN precip- 
es itates are coarse, and do not contribute to grain refinement during carburizing or to suppression of grain coarsening. In 
fact, when there is TIN present H forms AIN or Nb(CN) precipitation sites, so that during hot rolling the AIN and Nb(CN) 
precipitate as coarse particles that are unable to suppress grain coarsening during carburization. Because of this, it is 
desirable to minimize the TI content. Figure 1 is a diagram showing the relationship between the Ti amount and the 
grain coarsening temperature, based on the simulated carburization of steel subjected to cold upsetting at a reduction 
40 ratio of R = 50% and maintained for five hours at each temperature. When the Ti content exoeeds 0.01 0% the temper- 
ature at which grain coarsening occurs is not more than 950°C, making the generation of coarse grains a practical con- 
cern, tt is therefore necessary to limit the Ti content to not more than 0.01 0%, and preferably to not more than 0.005%. 
In the case of bearing and roller parts the presence of coarse TIN can result in a pronounced degradation of the rolling 
fatigue properties of the final product, so when the steel is to be used for such parts, it is desirable talimit the TI content 
45 to not more than 0.0025%. 

[0031] In a high Al steel such as the steel of this invention, oxygen forms oxide inclusions such as AI2Q3. In large 
amounts oxide inclusions form AIN and Nb(CN) precipitation sites. During the hot rolling the AIN and Nb(CN) precipitate 
as coarse particles and are therefore unable to suppress the grain coarsening during carburization. ft is therefore desir- 
able to minimize the oxygen content. Figure 2 is a diagram of the relationship between oxygen content and the temper- 
50 ature at which grain coarsening occurs, based on the simulated carburization of steel subjected to cold upsetting at a 
reduction ratio of R = 50% and maintained for five hours at each temperature. When the oxygen content exceeds 
0.0025% the temperature at which grain coarsening occurs is less than 950°C, making the generation of coarse grains 
a practical concern, tt is therefore necessary to limit the oxygen content to not more than 0.0025%, and preferably to 
not more than 0.002%. In bearing and roller parts oxide inclusions form points at which rolling fatigue failure starts, so 
65 the lower the oxygen content is, the longer the rolling life becomes. For this reason, in the case of such parts ft is desir- 
able to limit the oxygen content to not more than 0.0012%. 

[0032] The reasons for specifying a Nb(CN) precipitation amount of not less than 0.005% following hot rolling or hot 
forging and limiting the AIN precipitation amount to not more than 0.005% in accordance with this invention will now be 
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explained. 

[0033] Dispersion of a large amount of fine grains of AIN and Nb(CN) during carburizing as pinning particles is an 
effective way of preventing grain coarsening during the carburizing. Coarse AIN and Nb(CN) is useless for preventing 
grain coarsening during carburization, and even has an adverse effect on grain coarsening prevention by decreasing 
5 the nurriber of pinning particles. Nb associates with C and N in the steel to form NbC, NbN and a compound of both, 
Nb(CN). Herein, Nb(CN) is used as a collective term for the three types of precipitates. 

[0034] To achieve a stable pinning effect of the Nb(CN) during carburization heating, prior precipitation of at least a 
given amount of Nb(CN) in the hot rolled or hot forged steel is required. Also, to achieve a stable manifestation of the 
AIN pinning effect during carburization heating, the AIN precipitation amount in the steel in the hot rolled condition or 

10 hot forged condition has to be kept as low as possible. This is because AIN that precipitates in the steel as hot rolled or 
hot forged precipitates as coarse particles that not only do not act as pinning particles, but by forming nuclei of coarse 
precipitates of Nb(CN), promote grain coarsening by obstructing the fine precipitation of Nb(CN). Figure 3 is a diagram 
of the relationship between AIN and Nb(CN) precipitation amounts in the steel after hot rolling and grain coarsening 
temperature, based on the simulated carburization of steel at 950°C for five hours after the steel was subjected to cold 

is upsetting at a reduction ratio of R = 50% following Spheroidization annealing. Coarse grains occur when the Nb(CN) 
precipitation amount is less than 0.009% and the AIN precipitation amount is more than 0.005%. Based on these 
results. Nb(CN) precipitation following hot rolling or hot forging has to be not less than 0.005%. and preferably not less 
than 0.01%, and AIN precipitation has to be limited to not more than 0.005%. and preferably to not more than 0.003%. 
Limiting the AIN precipitation amount in the as hot rolled or as hot forged steel to the level specified by this invention 

20 makes it possible to finely disperse AIN in the steel after the hot rolling or hot forging or during the carburization heating 
process, thereby enabling prevention of grain coarsening during the carburization. The AIN precipitation can be ana- 
lyzed by a generally-used method comprising dissolving it in a solution of bromide methanol and using a 0.2 fim filter 
to obtain a residue that is then chemically analyzed. The Nb(CN) precipitation can be analyzed by a generally-used 
method corrprising dissolving it in hydrochloric acid and using a 0.2 urn filter to obtain a residue that is then chemically 

25 analyzed. With a 0.2 urn filter, it is actually possfole to extract precipitates even finer than 0.2 jim, since in the filtration 
process the precipitates clog the filter. 

[0035] Next, in the case of claim 2, claim 6 and claim 9 of the present invention, with respect to the steel of the inven- 
tion containing added Nb, the matrix of the steel is defined as containing not less than 20 particles/100 jim 2 of Nb(CN) 
of a particle diameter of not more than 0.1 pm The reason for the limitations will now be explained. 

30 [0036] As described above, an effective way of suppressing grain coarsening is the extensive fine dispersion of grain 
boundary pinning particles. It is preferable for the particles to be of a small diameter and numerous, because the 
smaller and more numerous they are, the greater the number of pinning particles becomes. Figure 4 is a diagram of the 
relationship between fine Nb(CN) and grain coarsening temperature, based on the simulated carburization of steel sub- 
jected to cold upsetting at a reduction ratio of R ■ 50% and maintained for five hours at each temperature. Figure 4 

35 reveals that there is a very close relationship between grain coarsening characteristics and the number of fine precipi- 
tation particles following hot rolling. When not less than 20 particles/100 urn 2 of Nb(CN) of a particle diameter of not 
more than 0.1 \im are dispersed in the matrix, in practical terms grain coarsening does not occur in the cartxjrization 
heating region, meaning that excellent grain coarsening prevention properties are obtained. Therefore H is necessary 
to disperse in the matrix not less than 20 particles/100 Jim 2 of Nb(CN) of a particle diameter of not more than 0.1 fim, 

40 and preferably not less than 50 particles/100 urn 2 . The dispersion state of the Nb(CN) can be ascertained by using the 
extraction replica method to obtain a sample of precipitates in the steel matrix, and using a transmission electron micro- 
scope to examine the sample at a magnification of 30,000x and counting the number of Nb(CN) particles in a 20 field 
of view having a diameter of not more than 0.1 jim, and converting the count to obtain the number per 100 jim 2 . 
[0037] Next, with respect to the invention of claims 3 and 6 in which the bainite structure fraction of the steel following 

45 hot rolling is limited to not more than 30%, the reason for the limitation will now be explained. 

[0038] Even when the AIN and Nb(CN) are regulated as descrfoed, any admixture of bainitic structure in the steel 
after hot rolling will cause grain coarsening during carburization heating. Figure 5 is a diagram of the relationship 
between the bainite structure fraction and grain coarsening temperature, based on the simulated carburization of steel 
subjected to cold upsetting at a reduction ratio of R « 50% and maintained for five hours at each temperature. When the 

so bainite structure fraction exceeds 30% the grain coarsening temperature decreases to less than 950°C, making the 
generation of coarse grains a practical concern. It is also desirable to suppress the admixture of bainite from the stand- 
point of improving cold workability. For these reasons, it is necessary to limit the bainite structure fraction to not more 
than 30%, and preferably to not more than 20%. Moreover, in the case of parts produced by hot forging, if the hot forging 
temperature and the cooling rate are controlled to suppress the bainite structure fraction in the formed pieces to not 

55 more than 30%, the normalizing step after the hot forging can be omitted. 

[0039] Next, with respect to the invention of claims 4 and 7 in which, following hot rolling, the steel has a ferrite grain 
size number of from 8 to 1 1 , the reason for the limitation will now be explained. 

[0040] Grain coarsening will occur more readily during carburization heating if the ferrite grains in the steel following 
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hot rolling are excessively fine. Figure 6 is a diagram of the relationship between ferrite grain size number and grain 
coarsening terrperature. based on the simulated carburization of steel subjected to cold upsetting at a reduction ratio 
of R <= 50% and maintained for five hours at each temperature. When the ferrite grain size number exceeds 1 1 the grain 
coarsening terrperature is less than 950°C. making the generation of coarse grains a practical concern. Also, if a ferrite 
grain size nurriber is used that is less than 8 after hot rolling, the hardness is increased, degrading the cold forgeability. 
For these reasons, following the hot roiling, it is necessary for the ferrite grain size number to be from 8 to 1 1 . 
[0041 ] Next, the hot rolling conditions will be described. 

[0042] The steel having the above-described composition according to the present invention is melted and the com- 
position adjusted by a normal method using a converter, electric furnace or the like. The steel is then cast rolled into 
ingots, if required, and hot rolled to form steel wire or bar steel. 

[0043] Next, in the invention of claim 5 the steel is heated to a temperature of not less than 1 150°C. maintained at 
that terrperature for not less than 10 minutes, and hot rolled to form wire or bar steel. If the steel is heated to less than 
1 1 50°C, or is heated to not less than 1 1 50°C but is maintained at the temperature for less than 10 minutes, it will not be 
possible to achieve the sufficient solution of the AIN or Nb(CN) in the matrix. The result will be that there will be no prior 
fine precipitation of at least a given amount of Nb(CN) in the hot rolled steel, and coarse AIN and Nb(CN) will be present 
in the steel after the hot rolling, making it impossible to suppress grain coarsening during cartxjrization. Thus, it is nec- 
essary to maintain the steel at not less than 1150°C for not less than 10 minutes at that temperature. Preferably, the 
steel should be maintained at not less than 1180°C for not less than 10 minutes. 

[0044] Next, in the invention of claim 6, after hot roiling, the steel is slowly cooled between 800 and 500°C at a cooling 
rate of not more than 1 °C/s. If the cooling rate exceeds 1 °C/s the steel will not be in the Nb(CN) precipitation tempera- 
ture region long enough to obtain a sufficient precipitation of fine Nb(CN) in the steel following hot rolling, as a result of 
which it will be inpossible to suppress the generation of coarse grains during carburization. A rapid cooling rate will also 
increase the hardness of the roiled steel, degrading the cold workability. Thus, it is desirable to cool the steel as slowly 
as possfole. A preferred cooling rate is not more than 0.7°G/s. The cooiing rate can be slowed by providing the down- 
stream part of the rolling line with a heat insulation cover, or a heat insulation cover with a heat source. 
[0045] In the invention of claim 7, the steel is hot rolled at a finishing temperature of 920 to 1000°C. H the finishing 
temperature is less than 920°C the ferrite grains will be too fine, facilitating the generation of coarse grains during car- 
burization. On the other hand, if the finishing temperature is more than 1 000°C, it will increase the hardness of the steel, 
degrading the cold workability. For these reasons, a hot roiling finishing temperature of 920 to 1000°C is specified. 
[0046] The invention of claims 8 and 9 relates to Wank material for carburized parts having good grain coarsening 
prevention properties during carburization. This embodiment relates to carburized parts and carbonrtrided parts pro- 
duced by the steps of hot forging bar steel, heat treatment such as normalizing or the like, if required, machining, car- 
burization hardening, and, if required, polishing. The Wank material of the invention refers to intermediate parts, that is. 
at the stage following the hot forging. With the Wank material for carburized parts having the excellent grain coarsening 
prevention properties during carburization according to this invention, the generation of coarse grains can be sup- 
pressed and excellent material properties obtained even when cartxjrization hardening is carried out under extreme 
high-tenperature conditions of 990°C to 1 090°C. For example, bearing and rolling parts can be subjected to high-tem- 
perature carburization and still exhibit excellent rolling fatigue characteristics. The reasons for the various limitations are 
the same as those described with reference to claims 1 and 2. 

[0047] The invention imposes no particular limitations on the size of casts, solidification cooling rate, or ingot rolling 
conditions. Any conditions may be used that satisfy the requirements of the invention. Moreover, the present invention 
does not irrpose any particular limitation on carburization conditions. In the case of bearing and rolling parts, Nb(CN) 
contributes to irrproving the rolling fatigue life of such parts. When the intention is to achieve a very long rolling fatigue 
life for bearing and rolling parts, as mentioned above, it is effective to use a carbon potential during carburization that is 
on the high side, from 0.9 to 1 .3%. or to use carborttricfing. In cartx>nrtriding. the nitriding is effected in the dispersion 
process following the carburizing. SuitaWe conditions to use are those that provide a surface nitrogen concentration of 
0.2 to 0.8%. Selecting these conditions will Provide extensive precipitation of fine fsfo(CN) in the carburized layer, and 
25 to 40% retained t will help to improve rolling life. 

Examples 

[0048] Exarrples of the effect of the invention will now be described with reference to specific embodiments. 
Example 1 

[0049] Steel melts having the compositions listed in TaWe 1 were prepared in a converter, continuously cast and, if 
necessary, rolled into ingots to form square rolled bars measuring 162 mm a side. These were then hot rolled to ford 
round bars having a diameter of 23 to 25 mm. The hot rolling was performed at a temperature of 1080°C to 1280°C, 
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with a f inishing tenperature of 920°C to 1000°C. After rolling, the steel was cooled from 800°C to 500°C at a rate of 0.2 
to 1 .5°C/s. The amounts of AIN precipitation and Nb(CN) precipitation in the hot rolled bars were obtained by chemical 
analysis. The Vickers hardness of the bars was also measured and used as an index of cold workability. 
[0050] After the bars thus produced were subjected to 6pheroidization annealing, upset test specimens were pre- 
pared and upsetting implemented at a reduction ratio of 50%. after which a carburization simulation was run. Simulation 
conditions were heating at 910°C to 1010°C for five hours followed by water cooling. Following this, a cut surface of the 
sarrples was polished and etched to examine the prior austenite grain size and the grain coarsening temperature 
obtained. Carburization is usually performed at 930°C to 950°C, so samples exhibiting a grain coarsening temperature 
of not more than 950°C were judged to have inferior grain coarsening characteristics. The austenite grain size was 
measured based on the method of JIS G 0551 . Thus, the samples were examined at a magnification of 400x in about 
1 0 fields of view, and grain coarsening was deemed to have occurred if there was even one coarse particle with a par- 
ticle size of up to No. 5. 

[0051 ] Table 2 lists the results, together with the y grain size during carburization at 950°C. The grain coarsening tem- 
perature in the case of the steel of this invention was not less than 960°C, from which it can be clearly seen that y grains 
are fine and uniform in size at 950*C, the normal upper limit of carburization. 

[0052] The corrparative sarrples 12 that had an Al content below the lower limit specified by the present invention 
exhibited inferior grain coarsening characteristics. Comparative examples 13 and 14, which had an Al content exceed- 
ing the limit specified by the present invention, exhibited inferior grain coarsening characteristics. This is because the 
existence of coarse AIN impeded fine dispersion of AIN and Nb(CN). Comparative example 15, which had a Nb content 
lower than that specified by this invention, exhibited inferior grain coarsening characteristics. When cold forging was 
done following spheroidization annealing, as in the present invention, and there is no fine Nb(CN), and fine AIN on its 
own cannot suppress the grain coarsening. In comparative examples 1 6 and 1 7 in which the Nb content was below the 
amount specified by the present invention, the grain coarsening characteristics were inferior. In comparative example 
18 in which the N content was below the amount specified by this invention,the grain coarsening characteristics were 
Inferior as there was an insufficient amount of nitrides. In comparative example 19 in which the N content was higher 
than the level specified by the present invention, there were coarse precipitations, again showing inferior grain coars- 
ening characteristics. The reason why some poor grain coarsening characteristics were exhibited by the inventive steel 
and exanple steels in JP-A-58-45354 is considered to be the high N content of 0.21% or more. Inferior grain coarsening 
characteristics were exhibited by comparative examples 20 and 21 , in which the Ti content and oxygen content were 
below the level specified by the present invention. In the case of comparative example 22 the composition was within 
the range specified by this invention, but at 1 .5°C/s the cooling rate after hot rolling was high so the Nb(CN) precipitation 
amount following the hot rolling was below the inventive range, resulting in a low grain coarsening temperature. The 
conposition of comparative example 23 also was within the range specified by the present invention, but at 1 080°C. the 
hot rolling temperature was low, resulting in insufficient solution treatment of AIN, and therefore an AIN precipitation 
amount following hot rolling that was above the specified amount and hence a low grain coarsening temperature. 

Example 2 

[0053] The square rolled bars measuring 162 mm a side prepared in Example 1 were hot rolled to form round bars 
having a diameter of 23 to 25 mm. The hot rolling was performed at a temperature of 1 1 50°C to 1280°C, with a finishing 
tenperature of 840°C to 1000°C. After rolling, the steel was cooled from 800°C to 500°C at a rate of 02 to 1.5°C/s. To 
ascertain the dispersion state of the Nb(CN) in the hot rolled bars, the extraction replica method was used to obtain a 
sarrple of precipitates in the steel matrix, and a transmission electron microscope was used to examine the sample at 
a magnification of 30,000x and count the number of Nb(CN) particles having a diameter of not more than 0.1 Jim in 
about 20 fields of view. The count was converted to obtain the number per 100 urn 2 . Also, the structure of the rolled bars 
was examined to obtain the bainite structure fraction and ferrite grain size number. 

[0054] The hot rolled bar steel was tempered and the grain coarsening temperature obtained by the same method 
used in Exanple 1 . The results are listed in Table 3. The samples of the second inventive steel exhibited a grain coars- 
ening temperature of not less than 970°C and a y grain size number of not less than 8.7 during the carburization at 
950°C. Also, the sanples of the third inventive steel exhibited a grain coarsening temperature of not less than 990°C 
and a y grain size number of not less than 9.5 during the carburization at 950°C. The samples of the fourth inventive 
steel exhibited a grain coarsening temperature of not less than 101 0°C and a y grain size number of not less than 1 0.0 
during the carburization at 950°C. As these results show, each of the inventive steels subjected to carburization at 
950°C, which is higher than the temperature normally used, were fine grained. 

[0055] On the other hand, comparative example 34, which used a high cooling rate off 1 ,5°Cte following the hot rolling, 
and had an Nb(CN) precipitation and particle count after hot rolling below those specified by the invention, and compar- 
ative exanple 43, which also used a high cooling rate of 1.5°C/s following the hot rolling, and had a bainite structure 
fraction following hot rolling that was above the fraction specified by the invention, each exhibited a low grain coarsening 
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temperature. A low grain coarsening temperature was also exhibited by comparative example 50, which used a low hot 
rolling finishing temperature of 840°C and had a ferrite grain size number below that specified by the invention. 

Example 3 

5 

[0056] The square rolled bars measuring 1 62 mm a side prepared in Exampl 1 were hot rolled to produce round bars 
having a diameter of 25 mm, under various hot rolling conditions. After spheroidizatton annealing, the grain coarsening 
temperature of the hot rolled bars was obtained by the same method used in Example 1 . The results are listed in Table 

4. The inventive steels exhibited a grain coarsening temperature of not less than 970°C and a y grain size number of 
10 not less than 8.8 during carburization at 950°C. As these results show, each of the inventive steels subjected to carbu- 

rization at 950°C, which is higher than the temperature normally used, had fine grains. 

[0057] In contrast, in comparative example 53, which used a lower hot rolling temperature than specified by the 
present invention, and had a higher AIN precipitation amount than that specified by the present invention, coarse grains 
were produced even at 910°C. 

15 

Example 4 

[0058] The square rolled bars measuring 1 62 mm a side prepared in Example 1 were hot rolled to produce round bars 
having a diameter of 25 mm, under various hot rolling conditions. After spheroidization annealing, the grain coarsening 
so temperature of the hot rolled bars was obtained by the same method used in Example 1 . The results are listed in Table 

5. The sixth inventive steels exhibited a grain coarsening temperature of not less than 990°C and a y grain size number 
of not less than 9.4 during carburization at 950°C. Also, the seventh inventive steels exhibited a grain coarsening tem- 
perature of not less than 1 01 0°C and a y grain size number of not less than 1 0.0 during carburization at 950°C. As these 
results show, each of the inventive steels subjected to carburization at 950°C, which is higher than the temperature nor- 

25 mally used, had fine grains. 

[0059] In contrast, in comparative example 73, which used a lower hot rolling finishing temperature than specified by 
the present invention, and after hot rolling had a higher ferrite grain size number than that specified by the invention, 
coarse grains were produced at 950°C. In comparative example 74, which used a higher cooling rate than that specified 
by the present invention, the bainite structure fraction was higher than that specified by the invention, and coarse grains 

so were produced at 950°C. 

Example 5 

[0060] Steel melts having the compositions listed in Table 6 were prepared in a converter and continuously cast and, 
$5 if necessary, rolled into ingots to form square rolled bars measuring 1 62 mm a side. These were then hot rolled to pro- 
duce round bars having a diameter of 80 mm. These bars were then hot forged to form blanks 65 mm in diameter. A hot 
forging temperature of 1 1 00°C to 1290°C was used. After the hot forging, the steels were cooled from 800°C to 500°C 
at a rate of 0.2 to 1 .3°C/s. The amounts of AIN precipitation and Nb(CN) precipitation in the hot forged blanks were 
obtained by chemical analysis. 

40 [0061 ] The blanks thus produced were normalized by being heated for one hour at 900°C and air cooled. This was 
followed by a carburization simulation of five hours at 1050°C and water cooling. Following this, a cut surface of the 
material was polished and etched to examine the prior austentte grain size. The prior austentte grain size was meas- 
ured based on he method of J IS Q 0551 . After the blanks had been normalized, cylindrical rolling fatigue test specimens 
having a diameter of 12.2 mm were prepared and subjected to carburization hardening. For the carburization, one of 

45 the following three conditions was used. Carburization condition II is carbonitriding. 

I. 1000°Cfor 12 hours, carbon potential of 1.15%. 

II. 1000°C for 12 hours, carbon potential of 1.15%, followed by nitriding at 870°C. Nitrogen concentration: approxi- 
mately 0.4%. 

so III. 1050°C for one hour, carbon potential of 1 .2%. 

[0062] In the case of all these concfitions, the temperature of the hardening oil was 1 30°C, and tempering was carried 
out using a temperature of 180°C for two hours. 

[0063] The hardness, retained austenite amount and y grain size number of the carburization hardened materials 
55 were investigated. A point contact type rolling fatigue tester (maximum Hertzian contact stress of 5884 MPa) was used 
to evaluate the rolling fatigue properties. 0 life (defined as the number of stress cycles to fatigue failure at a cumulative 
failure probability of 10% obtained by plotting the test results on Weibull probability paper) was used as a measure of 
the fatigue life. 
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[0064] The results are listed in Table 7. The rolling fatigue life value of each material is indicated as the L 10 life relative 
to the L 10 of comparative example 98 (steel level u), which is assumed to be 1. 

[0065] As revealed by Table 7, the y grains of the inventive materials are fine particles of size No. 8 or more, meaning 
a very good rolling fatigue life that is over five times that of the comparative examples. The rolling fatigue life of the 
5 inventive material subjected to carbonitriding using th carburization condition If was particularly good. This is due to 
the high retained y amount, and the extensive precipitation of Nb(CN) in the carburization layer during the carbonitrid- 
ing. 

[0066] On the other hand, in comparative example 96, in which the Al content was below the level specified in the 
present invention, and in comparative example 97, in which the Al content was above the level specified in the present 

10 invention, coarse grains were produced. Also, in comparative example 98, in which the Nb content was below the level 
specified in the present invention, and in comparative example 99, in which the Nb content was above the level speci- 
fied in the present invention, coarse grains were produced. In comparative example 100, an N content lower than spec- 
ified in the present invention resulted in coarse grains because of a lack of sufficient nitrides. Coarse grains were also 
produced in comparative example 1 01 1 in which the N content was lower than specified in the present invention. In com- 

is parative examples 102 and 103, which had a Ti content and an oxygen content above those specified in the present 
invention, the grains were coarser than those of the inventive material, and the rolling fatigue properties inadequate. 
Although the composition of comparative example 104 was within the limits specified by the present invention, the cool- 
ing rate after the hot forging was faster, 1 .3°C/s, and the Nb(CN) precipitation amount after hot forging was below that 
specified by the invention, resulting in the production of coarse grains. Although the composition of comparative exam- 

zo pie 105 also was within the limits specified by the present invention, the temperature for the hot forging was lower, 
1 1 00'C. so the AIN solution treatment was insufficient and the amount of AIN precipitation after the hot forging was over 
the limit specified by the invention, giving rise to coarse grains. 

[0067] Next, some of the blanks formed by hot forging were used as test specimens. After carburization hardening 
under the above conditions, they were again subjected to heating and hardening, at 900°C for one hour. The results are 
25 listed in Table 8. This shows that this made the y grains of the steels of the present invention even finer, and also further 
improved the rolling fatigue life. The rolling fatigue life of the inventive material subjected to carbonitriding using the car- 
burization condition II showed a particularly good improvement in rolling fatigue life. This was the result of the increase 
in the amount finely dispersed Nb(CN) brought about by the use of two hardening processes. 

so Example 6 

[0068] The round bars having a diameter of 80 mm produced in Example 5 were hot forged to form blanks 30 to 45 
mm in diameter. A hot forging heating temperature of 1200°C to 1300°C was used, and after the hot forging, the steels 
were cooled from 800°C to 500°C at a rate of 0.4 to 1 -5°C/s. To ascertain the dispersion state of the Nb(CN) in the hot 

ss forged bars, the extraction replica method was used to obtain a sample of precipitates in the steel matrix, and a trans- 
mission electron microscope was used to examine the sample at a magnification of 30,000x and count the number of 
Nb(CN) particles having a diameter of not more than 0.1 |im in about 20 fields of view. The count was then converted 
to obtain the count per 100 pm 2 . As in Example 5, carburization was carried out and the rolling fatigue properties 
obtained. The results are listed in Table 9. In each case, the inventive steels exhibited fine y grains and excellent rolling 

40 fatigue properties. In contrast, in comparative example 125, which used a high cooling rate of 1.5°C/s, the amount of 
Nb(CN) precipitates following the hot forging, and the Nb(CN) particle count, were below the level specified by the 
present invention, giving rise to coarse grains and inadequate rolling fatigue properties. 
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Industrial Applicability 

[0069] By using the case hardening steel having good grain coarsening properties during carburization, and the 
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method for producing the steel, according to the present invention, grain coarsening during carburization can be sup- 
pressed, even of parts produced by cold forging. A result is that the degradation of dimensional precision caused by 
hardening strain is far less than in the prior art This means that parts can be produced by cold forging, which conven- 
tionally has been difficult owing to the problem of coarse grains, and rt also makes it possible to omit the normalizing 
5 step used after cold forging. Moreover, by using blank material for carburized parts having good grain coarsening pre- 
vention properties during carburization, grain coarsening can be prevented even when high-temperature carburization 
is used, thus making it possible to obtain adequate strength properties such as rolling fatigue characteristics. Thus, as 
described above, the present invention has a very strong industrial applicability. 

10 Claims 

1. A case hardening steel having good grain coarsening prevention properties during carburization, characterized in 
that said steel comprises, by mass, 

15 0.1 to 0.4% C, 

0.02 to 1.3% Si, 

0.3 to 1.8% Mn, 

0.001 to 0.15% S, 

0.015 to 0.04% AI. 
20 0.005 to 0.04% Nb. 

0.006 to 0.020% N, 

one, two or more selected from 

0.4 to 1.8% Cr, 

0.02 to 1.0% Mo, 
25 0.1 to3.S%Ni, 

0.03 to 0.5% V, 

and in which 

P is limited to not more than 0.025%, 
Ti is limited to not more than 0.010%. and 
30 O is limited to not more than 0.0025%, 

with the balance being iron and unavoidable impurities, the steel, following hot rolling, having a Nb(CN) precip- 
itation amount of not less than 0.005% and an AIN precipitation amount that is limited to not more than 0.005%. 

2. The steel according to claim 1 . characterized in that, following hot rolling, the matrix of the steel contains not less 
35 than 20 particles/1 00 fim 2 of Nb(CN) of a particle diameter of not more than 0. 1 urn. 

3. The steel according to claim 1 or 2, characterized in that, following hot rolling, the bainite structure fraction of the 
steel is limited to not more than 30%. 

40 4. The steel according to any of claims 1 to 3, characterized in that, following hot rolling, the steel has a ferrite grain 
size number of from 8 to 1 1 . 

5. A method of producing a case hardening steel having good grain coarsening prevention properties during carburi- 
zation, characterized in that said method comprises preparing a steel comprising, by mass, 

45 

0.1 to 0.4% C, 

0.02 to 1.3% Si, 

0.3 to 1.8% Mn, 

0.001 to 0.15% S. 
so 0.015 to 0.04% AI, 

0.005 to 0.04% Nb, 

0.006 to 0.020% N, 

one, two or more selected from 

0.4 to 1.8% Cr, 
55 0.02 to 1.0% Mo, 

0.1 to 3.5% Ni. 

0.03 to 0.5% V, 

and in which 
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P is limited to not more than 0.025%, 
Ti is limited to not more than 0.010%, and 
O is limited to not more than 0.0025%. 

with the balance being iron and unavoidable impurities, heating the steel to a temperature of not less than 
5 1 1 50°C. maintaining the steel at that temperature for not less than 1 0 minutes, and hot rolling the steel to form 

wire or bar steel, the steel, following hot rolling, having a Nb(CN) precipitation amount of not less than 0.005% 
and an AIN precipitation amount that is limited to not more than 0.005%. 

6. The method according to claim 5, characterized in that following hot rolling, the steel is slowly cooled between 800 
10 and 500°C at a cooling rate of not more than 1°C/s to produce steel having a matrix containing not less than 20 

partides/100 jim 2 of Nb(CN) of a particle diameter of not more than 0.1 Jim, and bainrte structure fraction that is 
limited to not more than 30%. 

7. The method according to claim 5 or 6, characterized in that the steel is hot rolled at a hot rolling finishing tempera- 
is ture of 920 to 1 000°C to have a f errite grain size number of from 8 to 1 1 . 

8. Steel blank material for carburized parts having good grain coarsening prevention properties during carburization, 
characterized in that said blank material comprises, by mass, 

so 0.1 to 0.40% C, 

0.02 to 1.3% Si, 

0.3 to 1.8% Mn, 

0.001 to 0.15% S, 

0.015 to 0.04% Al, 
25 0.005 to 0.04% Nb, 

0.006 to 0.020% N, 

one, two or more selected from 

0.4 to 1.8% Cr, 

0.02 to 1.0% Mo, 
so 0.1 to 3.5% Ni, 

0.03 to 0.5% V, 

and in which 

P is limited to not more than 0.025%, 
Ti is limited to not more than 0.010%, and 
55 O is limited to not more than 0.0025%, 

with the balance being iron and unavoidable impurities, the steel blank material, following hot forging, having a 
Nb(CN) precipitation amount of not less than 0.005% and an AIN precipitation amount that is limited to not 
more than 0.005%. 

40 9. The steel blank material according to claim 8, characterized in that, following hot forging, the matrix of the steel con- 
tains not less than 20 particles/1 00 Jim 2 of Nb(CN) of a particle diameter of not more than 0.1 fim. 
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